TABLE I Physical characteristics of the materials to be ground
Employ aluminium oxide grinding wheels for metals with high tensile strength
Carbon steels
Alloy     High-    Annealed steels     speed    malleable steels         iron
Tungsten
Wrought iron
Tough bronzes
Employ silicon-carbide wheels for metals with low tensile strength I
Grey iron	Chilled iron	I Brass. Bronze
Aluminium. Copper
Leather        Rubber
Pearl
Marble     Granits
Quantity of metal to be ground off
Employ coarse wheels for speedy metal removal (except for very hard or tough steels, especially when surface grinding, when finer wheels may prove superior).
TABLE 11
Required finish
Use fine grain for fine finish.
Physical characteristics of metal to be ground
Employ   coarse grain  for ductile metals and fine grain for hard, dense,and brittle metals.
Physical  characteristics of metal to be ground
1
Employ hard wheels on soft metals and soft wheels on hard metals.
Wheels over 42 in. in d i a .
-generally made by silicate process.
Arc of contact
Use harder wheels for shorter contacts, and vice versa.
Size of wheel I  f
Wheels     liable     to
should be made by resinoid, shellac, or rubber process.
TABLE 111
Wheel and work speeds
The higher the ratio of work speed to wheel speed the harder the wheel grade.and vice versa.
State of grinding machine
Bad condition calls for hardar wheels.
TABLE IV
Very thin abrasive saws should be made by resinoid, shellac, or rubber process.
Rate of cutting
Employ vitrified wheels for quickest cutting at speeds below 6500 surface ft. per min-uce. Employ resinoid
Skill of operator
1
Skill means softer wheels and more economical production.
Piecework normally calls for harder wheels than day work.
Finish requi Employ    shellac    or rubber   wheels   for best   finish,   where high  speed   of product/on   is   less  important.	ired Employ  silicate wheels for cutlery.
